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BASIC-ABSTRACT: 

NOVELTY - An insulating sheet (14) is mounted on the upper face of 
the lower die (12), from which wiring pin (17) protrudes. Wire (15) 
is wired through the wiring pin . An insulating sheet ( 13 ) is mounted 
on the wire and an upper die (11) is made to contact the lower die. 
The insulating sheets are welded by pressurizing and heating. 

USE - For manufacturing flat wire harness used in vehicles. 

ADVANTAGE - Eliminates the trouble of the temporary fixation by the 
hot melt. Holds a wire in a fixed form with a wiring pin. Enables 
manufacturing a flat wire harness of three-dimensional shape. 
Improves the attachment property to a vehicle. Performs easy flat 
like wirings and enables manufacturing flat wire harness of extremely 
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thin form. Enables obtaining high quality high flat wire harness of 
an integrity without using an excessive process and an excessive 
number of components. Enables simple positioning of an insulating 
sheet . 

DESCRIPTION OF DRAWING (S) - The figure shows a perspective view of 
lower die, sectional views of top die and flat wire harness . (Drawing 
includes non-English language text) . 
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Wiring pin 17 
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[Document Name] Description 



[Title of the Invention] The manufacture method of flat wire harness 



[Claim(s)] 

[Claim 1] In the manufacture method of flat wire harness of putting an electric wire through an 
up-and-down insulation sheet between up-and-down metal patterns, making an insulation 
sheet welding by pressurizing and heating a metal pattern in the state, and obtaining flat- 
shaped wire harness Prepare the Shimokane type which protruded the **** jig of the electric 
wire on the upper surface, and a lower insulation sheet is put on the Shimokane type upper 
surface. Using said **** jig on it, put an upper insulation sheet for an electric wire on ****** and 
its electric wire, and an upper mold is made to weld by pressure to the Shimokane type. The 
manufacture method of the flat wire harness characterized by making an insulation sheet weld 
and obtaining flat-like wire harness by pressurizing and heating a metal pattern in the state. 

[Claim 2] The manufacture method of the flat wire harness characterized by being pushed on 
an upper mold and making it a **** jig buried in the inside of the Shimokane type when it is the 
manufacture method of flat wire harness according to claim 1, said **** jig is prepared in the 
Shimokane type possible [ **** ] and an upper mold is made to weld by pressure to the 
Shimokane type. 

[Claim 3] The manufacture method of the flat wire harness characterized by obtaining the wire 
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harness which is the manufacture method of flat wire harness according to claim 1 or 2, 
prepared the concavo-convex part in the mating surface of said up-and-down metal pattern, 
and had three-dimensional directivity by the concavo-convex part. 

[Claim 4] The manufacture method of the flat wire harness which is the manufacture method of 
flat wire harness according to claim 1 to 3, and is characterized by using a flat circuit object as 
said electric wire. 



[Claim 5] The manufacture method of the flat wire harness which is the manufacture method of 
flat wire harness according to claim 4, and is characterized by welding simultaneously the 
insulator and said insulation sheet of said flat circuit object. 

[Claim 6] The manufacture method of the flat wire harness which it is the manufacture method 
of flat wire harness according to claim 1 to 5, and said **** jig is a pin, and is characterized by 
the ability of the hole which this pin inserts in an up-and-down insulation sheet having opened. 

[Detailed Description of the Invention] 

[0001] 

[Field of the Invention] This invention relates to the manufacture method of flat wire harness of 
obtaining flat-shaped wire harness, by carrying out a hot press on both sides of an electric wire 
between the insulation sheets of two sheets. 

[0002] 

[Description of the Prior Art] Drawing 2 (a) and (b) are the explanatory views of the 
manufacture method of conventional flat wire harness given in JP,H2-278615,A. [the 
manufacture method of this flat wire harness ] By carrying out temporary immobilization of two 
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or more electric wires 5 in which plastic deformation is possible by the ******** hot melt 6 at the 
shape of a flat, putting it through the insulation sheets 3 and 4 between the up-and-down metal 
patterns 1 and 2, and pressurizing and heating metal patterns 1 and 2 in the state (hot press) 
The insulation sheets 3 and 4 are made to weld and predetermined-shaped flat wire harness 7 
is obtained. 

[0003] 

[Problem to be solved by the invention] After performing **** of the electric wire 5 beforehand 
at places other than a metal pattern 1 and 2 and carrying out temporary immobilization of it by 
hot melt 6 by the above-mentioned conventional method, since he was trying to set between 
the up-and-down metal patterns 1 and 2, only the part in which the temporary fixed process by 
hot melt 6 exists had bad working capacity. 

[0004] This invention aims at offering the manufacture method of flat wire harness of having 
enabled it to aim at improvement in working capacity, in consideration of the above-mentioned 
situation. 

[0005] 

[Means for solving problem] Invention of Claim 1 puts an electric wire through an up-and-down 
insulation sheet between up-and-down metal patterns. In the manufacture method of flat wire 
harness of making an insulation sheet welding and obtaining flat-shaped wire harness by 
pressurizing and heating a metal pattern in the state Prepare the Shimokane type which 
protruded the **** jig of the electric wire on the upper surface, and a lower insulation sheet is 
put on the Shimokane type upper surface. It is characterized by putting an upper insulation 
sheet for an electric wire on ****** and its electric wire, making an upper mold weld by pressure 
to the Shimokane type, using said **** jig on it, making an insulation sheet weld by 
pressurizing and heating a metal pattern in the state, and obtaining flat-like wire harness. 

[0006] By this manufacture method, since **** of a direct electric wire is performed on a metal 
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pattern, the rise of working capacity can be aimed at. That is, in the former, after performing 
**** of the electric wire at places other than a metal pattern and carrying out temporary 
immobilization of it by hot melt, it had set on the metal pattern, but since the process which 
carries out temporary immobilization by the hot melt can be skipped, the rise of the working 
capacity of the part can be aimed at. 

[0007] Invention of Claim 2 is the manufacture method of flat wire harness according to claim 
1, and when said **** jig is prepared in the Shimokane type possible [ **** ] and an upper mold 
is made to weld by pressure to the Shimokane type, it is characterized by being pushed on an 
upper mold and making it a **** jig buried in the inside of the Shimokane type. 

[0008] By this manufacture method, since it is pushed on an upper mold and he is trying to 
bury a **** jig in the inside of the Shimokane type automatically if an upper mold is carried on 
the Shimokane type, a **** jig does not become the obstacle of a hot press. 

[0009] Invention of Claim 3 is the manufacture method of flat wire harness according to claim 1 
or 2, prepares a concavo-convex part in the mating surface of said up-and-down metal pattern, 
and is characterized by obtaining the wire harness which had three-dimensional directivity by 
the concavo-convex part. 

[0010] Three-dimensions-shaped wire harness can be obtained by this manufacture method. 

[001 1] Invention of Claim 4 is the manufacture method of flat wire harness according to claim 1 
to 3, and is characterized by using a flat circuit object as said electric wire. 

[0012] By this manufacture method, flat-like **** can make a flat circuit object easy by that of 
******** on the Shimokane type. 

[0013] Invention of Claim 5 is the manufacture method of flat wire harness according to claim 
4, and is characterized by welding simultaneously the insulator and said insulation sheet of 
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said flat circuit object. 

[0014] By this manufacture method, since these insulation sheets and the insulator of a flat 
circuit object are made to weld at the same time it makes a metal pattern heat and makes 
insulation sheets weld, unification of a flat circuit object and an insulation sheet can be 
attained, without using adhesives. 

[0015] Invention of Claim 6 is the manufacture method of flat wire harness according to claim 1 
to 5, and said **** jig is a pin and it is characterized by the ability of the hole which this pin 
inserts in an up-and-down insulation sheet having opened. 

[0016] By this manufacture method, since the hole which the pin as a **** jig inserts in was 
formed in the insulation sheet, positioning of an insulation sheet can be performed simply and 
certainly. 

[0017] 

[Mode for carrying out the invention] The embodiment of this invention is hereafter explained 
based on Drawings. 

[0018] As shown in drawing 1 (a) and (b), by the manufacture method of this flat wire harness, 
Shimokane type 12 which protruded the **** pin (**** jig) 17 on the upper surface is used. Two 
or more **** pins 17 are arranged in the predetermined part so that the cable wiring path of an 
electric wire may be shown. And when it is prepared in Shimokane type 12 possible [ **** ] and 
an upper mold 1 1 is made to weld by pressure to Shimokane type 12, each **** pin 17 is 
pushed on an upper mold 1 1 , and it is prepared so that it may be buried in the inside of 
Shimokane type 12. For example, it is energized in the projection direction with the spring. 

[0019] In manufacturing flat wire harness, the lower insulation sheet 14 is carried on 
Shimokane type 12 constituted in this way first. The hole 14a which the **** pin 17 inserts in 
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the insulation sheet 14 beforehand has opened, and the insulation sheet 14 can be correctly 
arranged in a predetermined position by inserting each hole 14a in the **** pin 17. 

[0020] Subsequently, it is ******** about the flat circuit object 15, using the **** pin 17 on the 
insulation sheet 14. In this case, temporary fastener means, such as hot melt, are unnecessary 
in the direct flat circuit object 15 at that of ********, and there is Merritt which can skip the 
temporary fixed process by hot melt on Shimokane type 12. 

[0021] the flat circuit object 15 -- **** -- the upper insulation sheet 13 is put the bottoms and on 
it. It is good to open the hole which the **** pin 17 inserts also in this insulation sheet 13. 

[0022] And where the flat circuit object 15 is inserted with the up-and-down insulation sheets 
13 and 14, by carrying out downward moving of the upper mold 11, making it weld by pressure 
to Shimokane type 12, and pressurizing and heating metal patterns 1 1 and 12 in the state, the 
insulation sheets 13 and 14 are made to weld and flat wire harness 10 is obtained. In addition, 
the concavo-convex parts 11a and 12a are formed in the mating surface of the up-and-down 
metal patterns 11 and 12 in this case, and the flat wire harness 10 which had three- 
dimensional directivity by those concavo-convex parts 11a and 12a is obtained. Therefore, the 
attachment nature to the body can be raised. 

[0023] Moreover, since the **** pin 17 will be pushed on an upper mold 12 and will be 
automatically buried in the inside of Shimokane type 12 if an upper mold 1 1 is welded by 
pressure on Shimokane type 12, it does not become the obstacle at the time of carrying out a 
hot press. And since the flat circuit object 15 can be held in a fixed form till the moment of a hot 
press, there is also no possibility of 15 flat circuit object of carrying out a position gap. 

[0024] Moreover, in this embodiment, since the flat circuit object 15 is used as an electric wire, 
flat-like **** is made easily and the flat wire harness 10 of a very thin form can be 
manufactured. 



[0025] Moreover, when it leaves the hole 14a prepared in the insulation sheets 13 and 14 to 
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the flat wire harness 10 of a product stage, the hole 14a can also be used for attachment 
immobilization of wire harness, and it is also possible to increase the convenience at the time 
of attachment. 

[0026] In addition, as a flat circuit object 15, FFC (flexible flat cable), FPC (flexible print circuit), 
a flat electric wire (ribbon electric wire), etc. can be used, for example. Moreover, as a material 
of the insulation sheets 13 and 14, thermoplastics, such as polyethylene (PE), polypropylene 
(PP), and polyethylene terephthalate (PET), can be used. 

[0027] When [ moreover, ] the insulator of the flat circuit object 15 consists of thermoplastics 
Make it weld simultaneously, can also really carry out the insulator and the insulation sheets 
13 and 14 of a flat circuit object at the time of pressurization and heating of metal patterns 1 1 
and 12, and [ in such a case ] Firm unification of the flat circuit object 15 and the insulation 
sheets 13 and 14 can be attained without using adhesives, and the quality high flat wire 
harness of an integrity can be obtained, without using an excessive process (like adhesives 
coater) and an excessive member (adhesives). 

[0028] 

[Effect of the Invention] Since **** of a direct electric wire is performed on a metal pattern 
according to invention of Claim 1 as explained above, the trouble of the temporary 
immobilization by the conventional hot melt is lost, and the rise of working capacity can be 
aimed at. 



[0029] Since according to invention of Claim 2 it is automatically buried so that a **** jig may 
not become the obstacle of a press, an electric wire can be held in a fixed form by a **** jig till 
the moment of a hot press. 

[0030] Since three-dimensions-shaped flat wire harness can be manufactured according to 
invention of Claim 3, the attachment nature to the body can be raised. 
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[0031] Since a flat circuit object is used as an electric wire according to invention of Claim 4, 
flat-like **** is made easily and the flat wire harness of a very thin form can be manufactured. 

[0032] Since unification of a flat circuit object and an insulation sheet can be attained 
according to invention of Claim 5, without using adhesives, the quality high flat wire harness of 
an integrity can be obtained without using an excessive process (like adhesives coater) and an 
excessive member (adhesives). 

[0033] Since the hole which the pin as a **** jig inserts in an insulation sheet was formed 
according to invention of Claim 6, it comes to be able to perform positioning of an insulation 
sheet simply and certainly. Moreover, the hole can also be used for attachment immobilization 
of wire harness in a product stage. 

[Brief Description of the Drawings] 

[Drawing 1] with the explanatory view of the embodiment of this invention, (a) passes an 
insulation sheet on the Shimokane type -- a flat circuit object -- **** -- the perspective view the 
bottom showing a state, the sectional view showing the state where (b) is going to weld the up- 
and-down metal pattern by pressure, and (c) are the sectional views of the product after a 
press. 

[Drawing 2] With the explanatory view of the conventional manufacture method, (a) is the 
perspective view showing the combination relation before carrying out a hot press, and a 
perspective view in which (b) shows the product after a hot press. 

[Explanations of letters or numerals] 10 Flat Wire Harness 1 1 Upper Mold 11a Concavo- 
convex Part 12 Shimokane Type 12a Concavo-convex Parts 13 and 14 Insulation Sheet 14a 
Hole 15 Flat Circuit Object (Electric Wire) 17 **** Pin (**** Jig) 
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[Translation done.] 
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[Claim(s) ] 

[Claim 1 ] Manufacturing method of flat wire harness which 
sandwiches an electric wire between the upper and lower molds through 
insulating sheets and 

then heats and pressurizes the mold in this condition for 
welding the insulating sheets , comprising 

a step of preparing a lower mold having a projecting routing jig 
for electric wire on the upper surface, 

a step of positioning the lower side insulating sheet on the 
upper surface of said lower mold, 

a step of disposing the electric wire on the insulating sheet 
surface by utilizing the routing jig, 

a step of covering the upper side insulating sheet over the 
electric wire thereof, letting the upper mold contact the lower mold 
with pressure, 

a step of welding the insulating sheets by pressurizing and 
heating the molds in the state thereof for producing a flat wire 
harness . 

[Claim 2] Manufacturing method of flat wire harness according to 
Claim 1, wherein 

said routing jig is provided to the lower mold in a manner to 
allow its protrusive and sinking movements , so that it can be buried 

Paragraph numbers correspond to the numbers in the foreign text. 
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inside the lower mold with the pressure of upper mold when the upper 
mold is press-contacted to the lower mold . 

[Claim 3] Manufacturing method of flat wire harness according to 
Claim 1 or 2, wherein 

projection/recess sections are formed to the joining faces of 
said upper and lower molds so that a flat wire harness having three- 
dimensional directionality can be formed with said projection-recess 
parts . 

[Claim 4] Manufacturing method of flat wire harness according to 
Claims 1-3, wherein 

a flat circuit body is used as said electric wire. 

[Claim 5] Manufacturing method of flat wire harness according to 
Claim 4, wherein 

the insulating body of said flat circuit body and said 
insulating sheets are simultaneously welded. 

[Claim 6] Manufacturing method of flat wire harness according to 
Claims 1-5, wherein 

said routing jig is a pin, and a hole through which said pin can 
be pushed in is formed to the upper and lower insulating sheets. 
[Detailed Explanation of this Invention] 
[0001] [Field of the Invention] 

This invention relates to the manufacturing method of flat wire 
harness,, which sandwiches electric wires between two insulating 
sheets and hot-presses the sheets to obtain a flat wire harness. 
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[0002] [Description of the Prior Art] 

Parts (a) and (b) in Fig . 2 are the explanatory views of the 
conventional manufacturing method of flat wire harness disclosed in 
JP-A (Tokkai) H2-278615. According to this flat wire harness 
production method, a plurality of electric wires 5 which can be 
deformed plastically are disposed flatly, temporarily immobilized by 
hot-melt 6, and sandwiched between upper and lower molds 1, 2 through 
insulation sheets 3 and 4; then, a specifically shaped flat wire 
harness 7 is obtained by pressurizing and heating (hot-press) the 
molds 1, 2 in this state to weld the insulating sheets 3 , 4 . 
[0003] [Problem(s) to be Solved by the Invention] 

With the abovementioned conventional method, after electric 
wires 5 are first disposed beforehand in locations other than the 
molds 1 and 2 and temporarily fixed by hot -me It 6 , these wires 5 in 
this state are set between the upper and lower molds 1, 2. 
Therefore, work efficiency is low for the process of temporary fixing 
process by hot-melt 6. 

[0004] By considering the abovementioned situation, this 
invention aims at offering the manufacturing method of flat wire 
harness with improved work efficiency. 
[0005] [Means for Solving the Problem] 

As the characteristic of this invention in Claim 1, this 
invention provides a manufacturing method of flat wire harness by 
sandwiching an electric wire between the upper and lower molds 
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through insulating sheets and heating and pressurizing the mold in 
this condition for welding the insulating sheets, comprising a step 
of preparing a lower mold having a projecting wire-disposing tool for 
electric wire on the upper surface, a step of positioning the lower 
side insulating sheet on the upper surface of said lower mold, a step 
of disposing the electric wire on the insulating sheet surface by 
utilizing the wire-disposing tool, a step of covering the upper side 
insulating sheet over the electric wire thereof and making the upper 
mold contact the lower mold with pressure, a step of welding the 
insulating sheets by pressurizing and heating the molds in the state 
thereof for producing flat wire harness. 

[ 0006 ] Based on this manufacturing method, since electric wires 
are disposed directly on the molds, the work efficiency can be 
improved . That is , the conventional method disposes electric wires 
at the location other than the metal molds, temporarily fixes those 
wires with hot-melt , and sets them on the metal molds . However, since 
the method based on this invention can eliminate the process of 
temporarily fixing the wires with hot-melt, the work efficiency can 
be improved for the amount of eliminated process. 

[0007] As the characteristic of this invention in Claim 2 , 
according to the manufacturing method of flat wire harness described 
in Claim 1, said routing jig is provided to the lower mold in a 
manner to allow its protrusive and sinking movements so that it can 



5 



be buried inside of the lower mold with the pressure of upper mold 
when the upper mold is press-contacted to the lower mold. 

[0008] Based on this manufacturing method, when the upper mold 
is placed on the lower mold, the routing jig is pushed by the upper 
mold and automatically buried in the lower mold. Therefore, the 
routing jig does not become an obstacle to hot-pressing . 

[0009] As the characteristic of this invention in Claim 3, 
according to the manufacturing method of flat wire harness described 
in Claim 1 or 2, projection/recess sections are formed to the joining 
faces of said upper and lower molds so that a flat wire harness with 
three-dimensional directionality can be provided with said 
projection-recess parts . 

[0010] With this manufacturing method, a flat wire harness with 
three-dimensional directionality can be provided. 

[0011] As the characteristic of this invention in Claim 4, 
according to the manufacturing method of flat wire harness described 
in Claims 1 - 3, a flat circuit body is used as said electric wire. 

[0012] With this manufacturing method, since a flat circuit body 
is disposed on the lower mold, flat disposition can be easily 
provided . 

[0013] As the characteristic of this invention in Claim 5, 
according to the manufacturing method of flat wire harness described 
in Claim 4, the insulating body of said flat circuit body and said 
insulating sheets are simultaneously welded . 
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[0014] With this manufacturing method, since molds are heated to 
provide mutual welding of the insulating sheets simultaneous to the 
process of welding these insulating sheets and insulating body of the 
flat circuit, the flat circuit and insulating sheets can be 
integrated without using adhesives. 

[0015] As the characteristic of this invention in Claim 6, 
according to the manufacturing method of flat wire harness described 
in Claims 1-5, said routing tool is a pin, and a hole in which said 
pin is pushed through is formed to the upper and lower insulating 
sheets . 

[0016] With this manufacturing method, since a hole through 
which a pin used as a routing jig pushed in is formed to the 
insulating sheets, the insulating sheets can be positioned easily and 
certainly . 

[0017] [Embodiment of the Invention] 

Hereafter, the embodiment of this invention is explained based 
on the figures. 

[ 0018 ] As shown in Part (a) and (b) of Fig. 1, this flat wire 
harness manufacturing method uses a lower mold 12 having a routing 
pin (routing jig) 17 on the upper surface. This routing pin 17 is 
positioned at plural specific locations for guiding the routes of the 
electric wires. Furthermore, each routing pin 17 is formed to the 
lower mold 12 in such a way that it can project and sink from the 
surface . Thereby, when the upper mold 11 is press-contacted to the 
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lower mold 12, the pin 17 can be pushed by the upper mold 11 and 
buried inside of the lower mold 12 . For example, the pin is 
energized in the projecting direction by a spring . 

[0019] In manufacturing a flat wire harness, the lower 
insulation sheet 14 is placed on the lower mold 12 configured as 
described above. Holes 14a through which routing pins 17 are pushed 
in are provided to the insulating sheet 14 beforehand. Thereby, by 
fitting each hole 14a to a routing pin 17, the insulating sheet 13 
can be accurately positioned at a prescribed position. 

[0020] Subsequently, the flat circuit body 15 is disposed on the 
insulating sheet 14 by utilizing the routing pin 17. In this case, 
since the flat circuit body 15 is directly disposed on the lower mold 
12, a temporary fixing means, such as hot-melt, is unnecessary, 
subsequently providing an advantage of eliminating the temporary 
fixing process using hot-melt. 

[ 0 021 ] After the flat circuit body 15 is disposed, the upper 
insulation sheet 13 is placed over the flat circuit body 15. Holes 
for inserting the routing pins 17 should be formed to this insulating 
sheet 13 as well. 

[0 022] Then, in the state of sandwiching the flat circuit body 
15 between the upper and lower insulating sheets 13 and 14, the upper 
mold 11 is moved downwardly to press-contact to the lower mold . By 
pressurizing and heating the molds 11, 12 in this condition, 
insulating sheets 13 , 14 are welded to provide a flat wire harness 
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10. Note that, in this case, since projection and recess sections 
11a, 12a are formed at the j oining faces of the upper and lower molds 

11, 12, a flat wire harness 10 having three-dimensional 
directionality can be obtained by these projection and recess parts 
11a, 12. Therefore, the property of the wire harness for assembling 
to a car body can be improved. 

[0023] Moreover, since the routing pin 17 is arranged such a way 
that, when the upper mold 11 is press-contacted to the lower mold 12, 
the routing pin 17 can be automatically buried inside of the lower 
mold 12 . Therefore, the routing pin 17 does not become an obstacle 
to hot-pressing. Moreover, since the flat circuit body 15 can be 
held in the fixed form to the moment of hot-press , there is also no 
possibility of shifting of the flat circuit body 15. 

[ 0 02 4 ] Moreover, since a flat circuit body 15 is used as an 
electric wire in this embodiment, wires can be easily flatly 
disposed, thereby allowing the production of extremely thin form flat 
wire harness 10. 

[ 0 025 ] Furthermore, when the holes 14a provided to the 
insulating sheets 13 and 14 are left to the flat wire harness 10 of 
product phase, those holes 14a can also be used for mounting and 
fixing the wire harness, thereby providing increased convenience at 
the time of installation. 

[0026] In addition, as a flat circuit body 15, an FFC (flexible 
flat cable) , an FPC (flexible print circuit) , a flat electric wire 
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(ribbon wire), etc. can be used, for example. Moreover, as the 
material of insulation sheets 13 and 14, thermoplastics, such as 
polyethylene (PE) , polypropylene (PP) , and polyethylene terephthalate 
(PET) , can be used. 

[0027] Moreover, when the insulator of the flat circuit body 15 
consists of a thermoplastic resin, the insulator of the flat circuit 
body and the insulating sheets 13 and 14 can be simultaneously welded 
at the time of pressurizing and heating the molds 11, 12 to form an 
integral unit. In this case, strong unification of the flat circuit 
body 15 and insulating sheets 13 and 14 can be attained without using 
adhesives. Hence, a flat wire harness of high integrity and high 
quality can be obtained without using an excessive process (adhesives 
spreading process) or an excessive member (adhesives) . 
[0028] [Effect of the Invention] 

As described above, according to the first claim of this 
invention, since electric wires are directly routed on the mold, the 
conventionally experienced problem in temporarily fixing the wires by 
hot-melt can be eliminated to provide improved work efficiency. 

[0029] According to the second claim of this invention, since 
the routing jig is automatically buried so as to prevent the jig from 
becoming an obstacle of the hot-pressing process, electric wires can 
be held in the fixed form with a routing jig until the moment of hot- 
press . 
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[0030] According to Claim 3 of this invention, since a three- 
dimensionally configured flat wire harness can be produced, the 
property of the wire harness can be improved for assembling to a car 
body . 

[0031] According to Claim 4 of this invention, since a flat 
circuit body is used as an electric wire, flatly arranged wire 
routing can be easily provided. Thereby, an extremely thinly formed 
flat wire harness can be produced. 

[0032] According to Claim 5 of this invention, since a flat circuit 
body and an insulation sheet can be integrated without using 
adhesives, a high integrity and high quality flat wire harness can be 
obtained without using an excessive process ( adhesives spreading 
process) or an excessive member (adhesives) . 

[ 0 033 ] According to Claim 6 of this invention, by forming holes 
through which pins used as routing jigs can be pushed in, positioning 
of the insulating sheets can be accomplished easily and assuredly. 
Furthermore, those holes can be utilized for mounting and fixing the 
wire harness of product phase . 
[Brief Description of the Drawings] 

[Fig . 1 ] Explanatory view of the embodiment of this invention, 
where Part (a) is the perspective view showing the condition in which 
the flat circuit body is disposed on upper and lower molds through 
insulation sheets, Part (b) is the cross-sectional view showing the 
condition in which the upper and lower molds are about to be press- 
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contacted, and Part (c) is the cross-sectional view showing the 
product after pressing. 

[Fig. 2] Explanatory view of the conventional manufacturing 
method, where Part (a) is the perspective view showing the assembly 
relation prior to hot-press, and Part (b) is the perspective view 
showing the product after hot-press. 
[Description of Notations] 

10... Flat wire harness; 11... Upper mold; 11a... Pro ject ing- 
recessing part; 12... Lower mold; 12a . . . Pro jecting-recessing part; 13, 
14. . .Insulating sheet; 14a. . .Hole; 15. . .Flat circuit body (electric 
wire); 17... Routing pin (routing jig) 
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Figure 1 
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